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Iron powder is loaded to a main hopper, from which it travels to an 
intermediate hopper and then down a tube set at 20 degrees from the horizontal 
to a jet, which, is set at 15-25 degrees (pref. 20 degrees) from the vertical 
axis of the stream of molten metal going from a ladle into the mould. The end 
of the jet should be 30-40mm from the stream of molten metal and as near to the 
point where the stream joins the molten metal in the mould as possible, viz. 
0-50mm but pref, approaching zero. An inert gas, esp. Ar is used above the 
powder in the intermediate hopper at a press, of 0.01-0.1 at mu (pref. 
0.03-0.05) to push the powder down the jet. By this method of addn. the iron 
powder goes to, and remains at, the centre of the billet being continuously 
cast, thus consolidating the structure at the core and preventing the formation 
of pipe or cracks. From 1-5% iron powder (w.r.t. the molten metal wt . ) is used. 
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An automatic device is claimed for feeding a powder or granular material to a 
continuous casting mould and comprising (a) a storage hopper (8) for the 
powdered or granular flux (3); (b) a pipe (9) to transfer the flux from the 
hopper to the free surface (13) of the metal cast into the mould; (c) a feeding 
device in the form of a vibrator (11) at the outlet (14) of the hopper; and (d) 
a valve (10) for regulating the flow of the flux, this valve being arranged 
downstream of the vibrator in the sense of flow of the flux. The regulation 
valve may be electrically operated from a remote point in response to the speed 
of casting. 

UbE/HuvMLN lAGE - The device is used for the controlled automatic feeding o. „ 
powdered or granular material onto the free surface of a metal being cast in a 
continuous casting machine to act as a lubricant between the metal and the 
walls of the mould. It enables the flow of such material to be kept to an 
economic low level whether the material is in powdered or granular form. The 
simplicity of the device ensures a high reliability, low space requirement and 
a low cost. A number of feed pipes can be provided to ensure full coverage of 
the meniscus of the metal in the continuous casting mould. 
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An automatic device is claimed for feeding a powder or granular material to a 
continuous casting mould and comprising (a) a storage hopper (8) for the 
powdered or granular flux (3); (b) a pipe (9) to transfer the flux from the 
hopper to the free surface (13) of the metal cast into the mould; (c) a feeding 
device in the form of a vibrator (11) at the outlet* (14) of the hopper; and (d) 
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ABSTRACTED-PUB-NO: FR 2407773A 
BASIC-ABSTRACT: 

Feeding appts. for introducing powdered flux into at least one ingot mould of a 
continuous casting plant for making steel, is equipped with a feed device 
arranged on the carriage which carries the pouring ladle. The device receives 
the flux in powder form from a storage vessel and measuring valve, or doser, 
and it extends as far as the mould cavity. Specifically, the storage vessel and 
the measuring valve are arranged separately from the feed appts., which is 
moved with ladle, at a location above the casting platform. The flux feed 
appts. does not interfere with access to the ladle wagon. It is not necessary 
for each wagon to carry a storage vessel for flux and a measuring valve, hence 
the installation costs are reduced. The location of the doser away from the hot 
zone gives rise to reduce maintenance costs, and makes the casting process less 
susceptible to perturbations. Fewer flexible feed tubes are required. 
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Feeding appts. for introducing powdered flux into at least one ingot mould of a 
continuous casting plant for making steel, is equipped with a feed device 
arranged on the carriage which carries the pouring ladle. The device receives 
the flux in powder form from a storage vessel and measuring valve, or doser, 
and it extends as far as the mould cavity. Specifically, the storage vessel and 
the measuring valve are arranged separately from the feed appts., which is 
moved with ladle, at a location above the casting platform. The flux feed 
appts. does not interfere with access to the ladle wagon. It is not necessary 
for each wagon to carry a storage vessel for flux and a measuring valve, hence 
the installation costs are reduced. The location of the doser away from the hot 
zone gives rise to reduce maintenance costs, and makes the casting process less 
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This device for supplying an ingot mould with a stream in the powdery or 
granular state comprises a hopper 8 for storing the stream 3, a pipe 9 for 
transferring the said stream, a member for advancing the stream from the 
storage hopper to the ingot mould, and a valve for adjusting the flow rate of 
the stream; according to the invention, the said adjustment valve 10 is located 
on the transfer pipe 9, and the member for advancing the product is a vibrator 
11 arranged upstream of the adjustment valve 10 in the direction of the flow of 

the stream. lEl 


1 on 


5/16/01 2:56 PM 


Recofd Displa)! Form 


wysiwyg://140/http://westbrs:8820/bin/g.. =&p_Message=&p_doccnt=l&p_doc_l=PT^ 




End of Result Set 


□ 


Generate Collection 


L37: Entry 11 of 11 


File: DWPI 


Nov 28, 1974 


DERWENT-ACC-NO : 1974-8464 IV 
DERWENT-WEEK : 197449 

COPYRIGHT 2001 DERWENT INFORMATION LTD 

TITLE: Adding iron powder to molten metal in continuous casting - forms dense 
zone at core of cast bars and slabs thus preventing pipe 

PATENT-ASSIGNEE: 

ASSIGNEE CODE 
GRIESHEIM GMBH MESG 

PRIORITY-DATA: 197 3DE-232 1847 (April 30, 1973) 
PATENT- FAMILY: 

PUB-NO PUB-DATE LANGUAGE PAGES MAIN-IPC 

DE 2321847 A November 28, 1974 N/A 000 N/A 

INT-CL (IPC) : B22D 11/10 


ABSTRACTED-PUB-NO: DE 2321847A 
BASIC-ABSTRACT: 

Iron powder is loaded to a main hopper, from which it travels to an 
intermediate hopper and then down a tube set at 20 degrees from the horizontal 
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0-50mm but pref. approaching zero. An inert gas, esp. Ar is used above the 
powder in the intermediate hopper at a press, of 0.01-0.1 at mu (pref. 
0.03-0.05) to push the powder down the jet. By this method of addn. the iron 
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ABSTRACTED-PUB-NO: FR 2635029A 
BASIC-ABSTRACT: 

An automatic device is claimed for feeding a powder or granular material to a 
continuous casting mould and comprising (a) a storage hopper (8) for the 
powdered or granular flux (3); (b) a pipe (9) to transfer the flux from the 
hopper to the free surface (13) of the metal cast into the mould; (c) a feeding 
device in the form of a vibrator (11) at the outlet (14) of the hopper; and (d) 
a valve (10) for regulating the flow of the flux, this valve being arranged 
downstream of the vibrator in the sense of flow of the flux. The regulation 
valve may be electrically operated from a r^emote_p.o.int in response to the speed 
of casting/ ■ ' " 

USE/ADVANTAGE - The device is used for the controlled automatic feeding of a 
powdered or granular material onto the free surface of a metal being cast in a 
continuous casting machine to act as a lubricant between the metal and the 
walls of the mould. It enables the flow of such material to be kept to an 
economic low level whether the material is in powdered or . granular form. The 
simplicity of the device ensures a high reliability, low space requirement and 
a low cost. A number of feed pipes can be provided to ensure full coverage of 
the meniscus of the metal in the continuous casting mould. 
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ABSTRACT: 

This device for supplying an ingot mould with a stream in the powdery or 
granular state comprises a hopper 8 for storing the stream 3, a pipe 9 for 
transferring the said stream, a member for advancing the stream from the 
storage hopper to the ingot mould, and a valve for adjusting the flow rate of 
the stream; according to the invention, the said adjustment valve 10 is located 
on the transfer pipe 9, and the member for advancing the product is a vibrator 
11 arranged upstream of the adjustment valve 10 in the direction of the flow of 


the stream. 
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